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(54) POLYESTER FIBER WITH EXCELLENT PROCESSABILITY AND PROCESS FOR PRODUCING 
THE SAME 



(57) A polyester fiber comprising 90% or more by 
weight of a poly(trimethylene terephthalate). and show- 
ing a peak value of a thermal stress of 0. 1 to 0.35 g/d, a 
boil-off shrinkage of 5 to 16%, a tenacity of 3 g/d or 
more, an elongation of 20 to 60%, a relationship 
between an elastic modulus Q (g/d) and an elastic 
recovery R (%) satisfying the formula (1), and a peak 
temperature of a loss tangent of 90 to 120°C: 



Fig. 3 



0.18 ^Q/R^ 0.45 



(1) 



The polyester fiber of the present invention is a poly(tri- 
m ethylene terephthalate) fiber which has an elongation, 
a thermal stress and a boil-off shrinkage in appropriate 
ranges, and the woven or knitted fabric prepared there- 
from shows inhibition of an excessive thermal shrinkage 
during processing and manifests a low elastic modulus 
and a soft hand touch. Accordingly, the polyester fiber of 
the present invention is suitable for use in innerwear, 
outerwear, sportswear, legwear, lining cloths, swimwear 
and the like. In addition, the polyester fiber can be stably 
manufactured in high productivity by a process in which 
spinning and drawing are consecutively conducted to 
prevent the undrawn yarn from aging. 
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Descripti n 

Technical Field 

5 [0001] The present invention relates to a poly(trimethylene terephthalate) fiber. The present invention relates, in 
more detail, to a poly(trimethylene terephthalate) fiber which has a suitable thermal stress and a suitable boil-off shrink- 
age and which gives a fabric, when woven or knitted, showing less stiffness caused by excessive shrinkage, and man- 
ifesting softness and the excellent color developing property expected from the low elastic modulus characteristic of the 
fiber. The present invention particularly relates to a poly(trimethylene terephthalate) fiber suitable for use in innerwear, 

to outerwear, sportswear, lining cloths, legwear, swimwear and the like. 

Background Art 

[00021 A fiber prepared from a poly(trimethylene terephthalate) (hereinafter abbreviated to PTT) which is obtained 
is by polycondensation of terephthalic acid or a lower alcohol ester of terephthalic acid represented by dimethyl tereph- 
thalate with trimethylene glycol (1 ,3-propanediol) is an important polymer having properties similar to those of a polya- 
mide such as a low elastic modulus (softness), an excellent elastic recovery and an easily dyable property and has 
performances similar to those of a polyethylene terephthalate (hereinafter abbreviated to PET) such as resistance to 
light and heat setting and also has dimension stability and low water absorption. The fiber can be applied to BCF carpet, 
20 brushes, tennis request's gut, etc., by making use of the properties and performance of the fiber (U.S. Patent Nos. 
3584108 and 3681188, J. Polymer Science; Polymer Physics Edition 14, 263-274 (1976), chemical Fibers International 
45, P 110-112 (April, 1995) and Japanese Unexamined Patent Publication (Kokai) Nos. 9-3724, 8-173244 and 5- 
262862). 

[0003] That is, use of a PTT gives a fiber having a low elastic modulus (softness), an excellent elastic recovery and 
25 an easily dyable property which are the features of a polyamide fiber, and shows an improvement in resistance to light, 
a heat setting property and the like, which are poor in a polyamide fiber. There is therefore the possibility that a PTT 
fiber is capable of surpassing a polyamide fiber when used in a clothing material. 

[0004] Japanese Unexamined Patent Publication (Kokai) Nos. 52-5320 (A), 52-8123 (B), 52-8124 (C) and 58- 
104216 (D), etc., disclose PTT fibers for clothing applications. The PTT fibers are obtained by, for example, a process 

30 comprising melt spinning at a rate of 300 to 3,500 m/min to give an undrawn yarn, and hot drawing the undrawn yarn, 
in one or more steps (multiple steps), while the undrawn yarn is being heated up to a temperature greater than its glass 
transition temperature, namely, a temperature 35°C or greater. According to studies by the present inventors, the fiber 
obtained by such a process shows a high thermal stress which is a parameter of a shrinking force when heat is 
imparted thereto, and a boil-off shrinkage of some magnitude which is a parameter of a shrinking amount at the time 

35 when heat is imparted thereto; therefore, a woven or knitted fabric prepared therefrom excessively shrinks in the 
processing steps at room temperature or above such as scouring, presetting, caustic-reduction, dyeing and final set- 
ting, does not exhibit a softness which is expected from the low elastic modulus characteristic to the PTT fiber, and 
tends to become a stiff and hard fabric. When weaving or knitting is conducted while the density of weaving or knitting 
is kept low, with the shrinkage taken into consideration in advance, in order to prevent the fabric from becoming stiff and 

40 hard, a softness of the fabric can be attained to a certain extent. However, the procedure has serious disadvantages as 
explained below. A structural shift tends to take place in the woven or knitted fabric during processing steps and, as a 
result stabilized production of a woven or knitted fabric becomes difficult. Moreover, such a shift takes place during the 
use of the fabric. Furthermore, these known PTT fibers are more excellent in a color developing property than PETf ib- 
ers. However, the PTT fibers have the disadvantage that they are difficult to dye with a deep color and a black color, that 

45 is, they have a problem of having a poor color developing property as a yarn dyeable under normal pressure, although 
there arises no problem about dyeing with a pale color under normal pressure. 

[0005] Furthermore, each of the technologies disclosed in the patent publications listed above adopts a process 
wherein a melt spun, undrawn yarn is wound and then drawn. PTT differs from PET in that PTT has a glass transition 
temperature of 30 to 50°C which is close to room temperature; therefore, crystallization of PTT proceeds fairly rapidly 

so even at temperature close to room temperature compared with PET. That is, even when an undrawn PET yarn having 
a low crystallinity is stored at temperature close to room temperature, the yarn shows no change in the fine structure 
and properties. In contrast, a PTT yarn shows formation of microcrystals, shrinkage of the yarn caused by molecular 
orientation relaxation, and the like. When microcrystals are formed, formation of fluff, yarn breakage and nonuniform 
physical properties of the drawn yarn are likely to be seen. Moreover, when the undrawn yarn shrinks, the yarn layers 

55 in the inner layers of the undrawn yarn cheese are firmly tightened. As a result, the unwinding tension b comes high, 
and a fluctuation in the tension increases at the same time. Therefore, uneven drawing, formation of fluff and yarn 
breakage often take place. Furthermore, since an optimum drawing temperature and an optimum draw ratio of the 
undrawn PTT yarn change with time, industrially stabilized production of PTT fibers, showing neither fluff formation nor 
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yarn breakage and suitable for use in clothing, is extremely difficult. In order to inhibit such aging, the following proce- 
dures are practiced: in processes disclosed in the patent publications B and D, the birefringence of an undrawn yarn is 
increased; in a process of the patent publication C, heat treatment at high temperature is conducted at two steps; and 
in a process disclosed in the patent publication D, the drawing temperature is optimized. However, none of the proc- 
s esses suggest a method of completely avoiding the aging effects of undrawn yarns. Moreover, since all these known 
processes require the two steps of spinning and drawing, efficient production of the fibers is difficult, and th production 
cost inevitably increases. 

[0006] There is the possibility that the problems explained above can be solved by producing a PTT fiber by the so- 
called spin draw take-up process (hereinafter abbreviated to SDTU process) wherein spinning and drawing are consec- 

10 utively conducted during the production of a PET fiber or a polyamide fiber. However, little has been known about fea- 
sibility of SDTU process for producing PTT fiber. According to a study by the present inventors, when a PTT fiber is 
produced by the SDTU process used for the production of a PET fiber and a polyamide fiber, the yarn wound on a tube 
bobbin markedly shrinks, and the tube bobbin is tightened by the shrinking force. In such a situation, the cheese-like 
package even in an amount as small as several hundreds of grams sometimes cannot be detached from the spindle of 

is the winder (hereinafter the phenomenon is referred to as tight winding). 

Furthermore, when the winding amount is increased in such a situation, a phenomenon of swelling of the package end 
faces called bulging takes place by the shrinking force of the yarn even if the package can be detached from the winder 
due to the use of a tube bobbin having a high strength. When the bulging takes place, a large unwinding tension is pro- 
duced during unwinding the yarn for the purpose of conducting post-treatment or the like. Consequently, yarn breakage. 

20 formation of fluffs and nonuniform dyeing tend to take place. This phenomena, the so-called tight winding, is estimated 
to take place for the following reasons characteristic to PTT. PTT fiber has a glass transition temperature close to room 
temperature due to the zigzag structure of PTT molecules, and the yarn after being wound shrinks significantly due to 
its high elastic recovery. 

[0007] WO-960080 and Japanese Patent Publication No. 9-3724 disclose methods of consecutively conducting 
25 spinning and drawing. However, both patent publications only describe a bulky yarn for carpeting which is consecutively 
subjected to crimping after spinning and drawing, and describe neither the production of a fiber having a thermal stress 
and a boil-off shrinkage in predetermined ranges and suitable for use in clothing nor the technology of suppressing the 
tight winding. Although Chemical Fibers International 47, P 72 (February, 1997) discloses a process for consecutively 
conducting spinning and drawing, the disclosure refers to production and apparatus, and does not suggest the technol- 
30 ogies of producing a fiber having a thermal stress and a boil-off shrinkage in suitable ranges and suitable for clothing. 

Disclosure of the Invention 

[0008] A first object of the present invention is to provide a PTT fiber which gives a woven or knitted fabric showing 
35 neither excessive shrinkage nor resultant stiffness, and manifests the softness expected from the low elastic modulus 
characteristic of the PTT fiber, and which is excellent in color developing property. 

[0009] A second object of the present invention is to provide a process for producing a PTT fiber wherein spinning 
and drawing are consecutively carried out to exclude the influence of the aging of the undrawn yarn, and a low cost fiber 
is industrially stably produced with high productivity. 

40 

Brief Description of Drawings 
[0010] 

45 Fig. 1 is a view conceptually showing the shape in a normal state of a cheese-like package of a yarn. 

Fig. 2 is a view conceptually showing the shape of a cheese-like package of a yarn in which bulging has occurred. 
Fig. 3 is a view conceptually illustrating a process for producing a fiber in which spinning and drawing are consec- 
utively conducted. 

Fig. 4 is a view conceptually illustrating another process for producing a fiber in which spinning and drawing are 
so consecutively conducted. 

[001 1 ] The present inventors have made the following discovery: when a woven or knitted fabric is prepared from a 
PTT fiber having properties such as a thermal stress and a boil-off shrinkage in specific ranges, the fabric shows neither 
excessive shrinkage nor resultant stiffness, manifests the softness expected from the low elastic modulus characteristic 
55 of the PTT ftoer, and is excellent in color developing property. Moreover, they have found a specific SDTU process com- 
prising winding a PTT yarn under specific relaxation conditions during the production of the fiber by the SDTU process. 
They have thus achieved the present invention. 

[001 2] That is, the present invention provides a polyester fiber comprising 90% or more by weight of a poly(trimeth- 
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ylene terephthalate). and showing a peak value of thermal stress of 0.1 to 0.35 g/d. a boil-off shrinkage of 5 to 16%, a 
t nacity of 3 g/d or more, an elongation of 20 to 60%. a r lationship between an elastic modulus Q (g/d) and an elastic 
recovery R (%) satisfying the formula (1), and a peak temperature of loss tangent of 90 to 120°C: 

0.18 Z0m<. 0.45 C) 

[0013] The polymer used in the present invention is a polyester comprising 90% or more by weight of PTT. 
[0014] The PTT is a polyester the acid component of which is terephthalic acid and the diol component of which is 
trimethylene glycol (also referred to as 1 ,3-propanediol). The PTT may also contain other copolymer components in an 
amount of 10% by weight or less. Examples of such copolymer components include ester-forming monomers such as 
5-sodium sulfoisophthalic acid, 5-potassium sulfoisophthalic acid. 4-sodium sulfo-2,6-naphthalenedicarboxylate, 
tetramethylphosphonium 3.5-dicaroboxybenzenesulfonate. tetrabutylphosphonium 3,5-dicarboxybenzenesulfonate, 
tributylmethylphosphonium 3.5-dicarboxybenzenesulfonate, tetrabutylphoshonium 2.6-dicarboxynaphthalene-4-sul- 
fonate tetramethylphosphonium 2.6-dicaitoxynaphthalene-4-sulfonate, ammonium 3.5-dicarboxybenzenesulfonate, 
1 2-butanediol, 1,3-butanediol. 1 ,4-butanediol, neopentyl glycol, 1 ,5-pentamethylene glycol. 1 ,6-hexamethylene glycol, 
heptamethylene glycol, octamethylene glycol, decamethylene glycol, dodecamethylene glycol. 1 ,4-cyclohexanediol, 
1 3-cyclohexanediol, 1 ,2-cyclohexanediol, 1 ,4-cyclohexanedimethanol. 1.3-cyclohexanedimethanol, 1.2-cyclohexan- 
edimethanol. oxalic acid, malonic acid, succinic acid, glutaric acid, adipic acid, heptanedioic acid, octanedioic aad, 
sebacic acid, dodecanedioic acid. 2-methylglutaric acid, 2-methyladipic acid, fumaric acid, maleic acid, itecomc aad. 
1 .4-cyclohexanedicarboxylic acid. 1 ,3-cyclohexanedicarboxylic acid and 1 ,2-cyclohexanedicarboxylic acid. 
[001 5] Furthermore, various additives such as delustering agents, thermal stabilizers, defoaming agents, isochro- 
matic agents, flame retardants. antioxidants, ultraviolet ray absorbents, infrared ray absorbents, crystallization nucleat- 
ing agents and optical brighteners may optionally be copolymerized or mixed. 

[001 6] The intrinsic viscosity fo] of a polymer used in the present invention is preferably from 0.4 to 1 .5, more pref- 
erably from 0.7 to 1 .2. A fiber excellent in tenacity and spinnability can be obtained from the polymer having a viscosity 
in the range mentioned above. When the polymer has an intrinsic viscosity less than 0.4, yarn breakage and formation 
of fluffs tend to take place during spinning due to an excessively low molecular weight of the polymer, and the yarn 
hardly manifests the tenacity a clothing f iber is required to have. Conversely, when the intrinsic viscosity exceeds 1 .5. 
melt fracture and failure spinning unpreferably take place during spinning due to an excessively high meft viscosity of 

30 the polymer. . 
[001 7] Known methods can be used without further modification as a method of producing a polymer used in the 
present invention For example, terephthalic acid or a mixture of dimethyl terephthalate and trimethylene glycol is used 
as a starting material, and one or at least two metal salts selected from titanium tetrabutoxide. titanium tetraisopropox- 
ide calcium acetate, magnesium acetate, zinc acetate, cobalt acetate, manganese acetate and a mixture of titanium 
as dioxide and silicon dioxide in an amount of 0.03 to 0.1% by weight is added to the starting material. Bishydroxypropyl 
terephthalate is thus obtained under normal or applied pressure with an ester interchange ratio of 90 to 98%. Next, one 
or two or more catalysts such as titanium tetraisopropoxide. titanium tetrabutoxide, antimony trioxide and antimony ace- 
tate are added to the reaction product in an amount of 0.03 to 0.15% by weight, preferably 0.03 to 0.1% by weight The 
reaction is carried out at temperatures of 250 to 270°C under reduced pressure. Addition of a stabilizer at an arbitrary 
selected stage of polymerization, preferably prior to Decondensation reaction is preferred from the standpoint of 
improving the whiteness and melt stability, and controlling the formation of organic substances having a molecular 
weight of 300 or less such as PTT oligomer, acrolein and allyl alcohol. Pentavalent or/and trivalent phosphorus com- 
pounds and hindered phenol compounds are preferred as stabilizers in this case. Examples of pentavalent or/and tri- 
valent phosphorus compounds include trimethyl phosphate, triethyl phosphate, tributyl phosphate, triphenyl phosphate, 
trimethyl phosphite, triethyl phosphite, tributyl phosphite, triphenyl phosphite, phosphoric acid and phosphorous aad. 
Trimethyl phosphate is particularly preferred. The hindered phenol compound is a phenol derivative having a substitu- 
ent with steric hindrance at a position adjacent to the phenolic hydroxyl group, and is a compound having at least one 
ester bond in the molecule. Specific examples of a hindered phenol compound include pentaerythrrtol tetrakis [3-(3,5- 
di-tert-butyl-4-hydroxyphenyl)propionate], 1 ,1 ,3-tris(2-methyl-4-hydroxy-5-tert-butylphenyl)butane. 1.3,5-tnmethyl- 
so 2 4 6-tris(3,5-di-tert-butyl-4-hydroxybenzyl)benzene. 3,9-bis{2-[3-(3-tert-butyl-4-hydroxy-5-methylphenyl)prop.onyloxy]- 
1 !l -dimethylethyl}-2,4,8.10-tetraoxaspiro[5,5]undecane, 1 ,3.5-tris(4-tert-butyl-3-hydroxy-2,6-dimethylbenzene).soph- 
thalic acid, triethyl glycol bis[3-(3-tert-butyl-5-methyl-4-hydroxyphenyl)propionate], 1 .6-hexanediol bis[3-(3,5-di-tert- 
butyl-4-hydroxyphenyl)propionate], 2,2-thiodiethylene bis[3-(3,5-di-terti-butyl-4-hydroxyphenyl)propionate] and octade- 
cyl 3-(3,5-di-tert-butyl-4-hydroxvphenyl)propionate]. Of the compounds, pentaerythrrtol tetraWs[3-(3,5-di-tert-butyl-4- 
55 hydroxyphenyl)propionate] is preferred. 

[0018] The polyester fiber of the present invention must show a peak value of a thermal stress of 0.1 to 0.35 g/d 
and a boil-off shrinkage of 5 to 16%. In order to obtain a fabric having softness, a moderate force for shrinking the yarn 
and a moderate amount of actual shrinkage must be satisfied. The conditions correspond to the values mentioned 



40 
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above. When the peak value of the thermal stress exceeds 0.35 g/d, the shrinking force becomes too large, and the fab- 
ric thus obtained becomes stiff. Moreover, when th peak value is less than 0.1 g/d, the shrinking fore becomes too 
small, and the force of constraining the filaments caused by the fabric structure becomes larger than the shrinking force. 
As a result, the shrinkage does not take place, and the fabric thus obtained becomes paper-like. A peak value of the 

5 thermal stress of 0. 1 to 0.25 g/d is particularly preferred because the yarn can be moderately shrunk and a fabric having 
a very soft feeling can b obtained. When the boil-off shrinkage is less than 5%, the shrinkage amount of the yarn which 
shows a high peak value of a thermal stress becomes too small, and the fabric becomes paper-like. When the boil-off 
shrinkage exceeds 1 6%, the shrinkage of the yarn becomes too large. Consequently, it becomes difficult to obtain a fab- 
ric having a desired area or width. Handling of the fabric in the subsequent processing thus becomes difficult. There- 

70 fore, the boil-off shrinkage is preferably from 7 to 14%, more preferably from 8 to 12%. 

[0019] In addition to the peak value of the thermal stress explained above, the peak temperature of the thermal 
stress (temperature at the peak value of a thermal stress) of the polyester fiber of the present invention is from 100 to 
200°C, and the peak value of the thermal stress and the thermal stress at 100°C preferably satisfy the formula: 

is 0.2 <; S/T ^ 0.85 

wherein T is a peak value (g/d) of a thermal stress, and S is a thermal stress value (g/d) at 100°C. 

[0020] A woven or knitted fabric is usually passed through the steps of scouring, dyeing and heat setting to give a 

dyed fabric. In the working steps, the fabric is usually scoured first. Although there is no specific limitation on the scour- 

20 ing temperature, the fabric is usually scoured at temperatures of room temperature to 100°C. When the fabric is mark- 
edly shrunk during scouring, not only the production of a dyed fabric having a desired size becomes difficult, but also 
the fabric becomes stiff. The fabric is ordinarily heat set after scouring at temperatures higher than those of scouring. 
When the fabric does not shrink to some extent during heat setting, creases formed in the fabric during scouring and 
dyeing cannot be sufficiently removed. Accordingly, a fabric suitable for clothing applications, having a soft feeling the 

25 PTT inherently has and being free from creases can be easily obtained when the peak temperature of the thermal 
stress is from 1 00 to 200°C and the S/T ratio satisfies the formula mentioned above. When the peak temperature of the 
thermal stress is less than 1 00°C, the fabric markedly shrinks during scouring or subsequent dyeing, and shows no sub- 
stantial shrinkage during heat setting. Accordingly, production of a fabric free from creases and having a soft feeling 
becomes difficult. Moreover, when the peak temperature of the thermal stress is higher than 200°C, the fabric tends to 

30 become stiff. The peak temperature of the thermal stress is preferably from 1 20 to 200°C, more preferably from 130 to 
180°C. When the setting temperature of the fabric is defined to be in the temperature range because the yam shows a 
maximum thermal stress therein, the fabric can be sufficiently and appropriately shrunk. On the other hand, when the 
S/T ratio is in the range of 0.2 to 0.85, the fabric shows small shrinkage during scouring and dyeing, and it can be suf- 
ficiently shrunk during heat setting. Accordingly, a fabric obtained from a yarn having a S/T ratio of 0.2 to 0.85 is free 

35 from creases and has a soft feeling even after finishing the steps of dyeing and heat setting. When the S/T ratio exceeds 
0.85. the fabric substantially shows no shrinkage during heat setting because it shrinks during scouring and dyeing, and 
the fabric thus obtained has many creases. A polyester fiber having a smaller S/T ratio is preferred. However, a PTT 
fiber having a S/T ratio smaller than 0.2 is difficult to obtain. Although the reason is not definite, the difficulty is thought 
to arise because the glass transition temperature of the PTT fiber is 100°C or lower. The S/T ratio is preferably from 

40 0.25 to 0.8, more preferably from 0.3 to 0.75. 

[0021 ] The tenacity of the polyester fiber of the present invention is at least 3 g/d. When the tenacity is less than 3 
g/d, the burst strength of the knitted fabric lowers. The tenacity is preferably at least 3.3 g/d, more preferably at least 3.5 
g/d, still more preferably at least 3.7 g/d. Moreover, the elongation of the fiber is from 20 to 60%. When a PTT f foer is 
made to have an elongation less than 20% by increasing a draw ratio, formation of fluff and yarn breakage often take 

45 place, and the f toer cannot be stably produced. When the elongation exceeds 60%, the nonuniformity in the thickness 
in the longitudinal direction sometimes becomes high, and the boiling-off shrinkage sometimes becomes significant. 
When industrial stabilized production or converting processing of the fiber is to be carried out, the elongation is prefer- 
ably from 30 to 55%, more preferably from 35 to 50%. 

[0022] The relationship between an elastic modulus Q (g/d) and an elastic recovery R (%) after elongation by 20% 
so and standing for 1 minute, of the polyester fiber of the present invention must satisfy the formula (1): 

0.18 SQ/R£ 0.45 (1) 

[0023] When Q/R > 0.45, the elastic modulus becomes too high, and the fabric has no softness. Alternatively, the 
55 fiber having been deformed once by stress cannot be restored to the initial state due to the insufficient elastic recovery, 
and the fabric shows poor shape stability. Conversely, since there substantially exists no region where Q/R < 0.18, the 
lower limit of the Q/R ratio is defined to be 0. 1 8 in the present invention. The specific elastic modulus and elastic recov- 
ery which satisfy the formula (1) are usually from 17 to 30 g/d and from 70 to 99%. respectively. The Q/R ratio is pref- 
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erably from 0.2 to 0.4. 

[0024] The polyester fiber of the present invention must show a peak temperature (hereinafter abbreviated to T max ) 
of a loss tangent determined from the measurement of dynamic viscoelasticity of 90 to 120°C. T max corresponds to the 
molecular density in the amorphous region. When T max increases, the molecular density therein increases. When T max 

5 is lower than 90°C, the molecular density in the amorphous region is too low, and a necessary tenacity cannot be 
attained. Moreover, when T max is higher than 1 20°C, the yarn becomes weak against compression and flexing because 
the orientation in the amorphous portion becomes too high. As a result, the fabric is likely to form fluffs, and is not dyed 
with a deep color under normal pressure. T max is preferably from 95 to 1 15°C, more preferably from 100 to 1 10°C. 
[0025] The polyester fiber of the present invention preferably is in the form of multifilament yarn when used for cloth- 

w ing applications. Although the total size of the yarn is not restricted, it is usually from 5 to 200 d (denier), preferably from 
20 to 150 d. Although the single filament size is not restricted, it is from 0.1 to 10 d, preferably from 0.5 to 5 d, more 
preferably from 1 to 3 d. There is no limitation on the cross-sectional shape of the fiber. The fiber may have a cross- 
sectional shape of a circle, a triangle, another polygon, a flat shape, an L shape, a W shape, a cross shape, a # shape, 
a dog bone shape or the like. The fiber may be a solid or a hollow one. Moreover, 0.2 to 3% by weight of a lubricant may 

is adhere to the surface of the fiber. 

[0026] The fiber of the present invention is preferably wound in the form of a cheese-like package. In order to readily 
correspond to modernization and rationalization of the converting processing step in recent years, the fiber is preferably 
wound into a large package. That is, the fiber is preferably wound into a cheese-like package capable of being formed 
in a large amount. Furthermore, when the fiber is wound into a cheese-like package, fluctuation in the unwinding ten- 

20 sion becomes small at the time of unwinding the f toer during post-processing, and stabilized post-processing becomes 
possible. 

[0027] The bulging rate of a cheese-like package formed by winding the f toer of the present invention is preferably 
10 % or less. Fig. 1 shows a cheese-like package (100) formed by winding the yarn in a desired form. The yarn is wound 
on a winding core bobbin (103) such as a tube bobbin in cylindrical yarn layers (104) which form flat end faces (102) at 
25 the top and bottom. A bulging is a swollen end face (102a) of the cheese-like package (100) formed when a tightening 
force caused by shrinkage of the package yarn due to the tightened winding is strongly exerted, as shown in Fig. 2. The 
bulging rate herein is a value calculated by the following formula: 

bulging rate = {(B - A)/A} x 100% 

30 

wherein A is a winding width of the innermost layer shown in Fig. 1 or 2, T is a thickness of the wound yarn, and B is a 
winding width at a thickness of T/2 from the innermost layer. 

[0028] The bulging rate becomes a parameter showing a degree of tight winding. When the bulging rate of the 
cheese-like package exceeds 10%. the tight winding becomes significant, and the package often cannot be detached 

35 from the spindle of the winder; moreover, yarn breakage, formation of fluffs, uneven dyeing and the like, caused by the 
nonuniformity of the unwinding tension tend to take place. The bulging rate is preferably 5% or less, most preferably 0% 
of course. Cheese-like packages of the present invention are used in the following manner: when a cheese-like pack- 
age is entirely used in a weaving or knitting step or false-twisting step, another cheese-like package is linked behind the 
preceding one, and used. It is extremely important to reduce the frequency of the linking from the standpoint of improv- 

40 ing the operation frequency and cutting the cost. Accordingly, the cheese-like package is formed by winding preferably 
at least 1 kg, more preferably at least 3 kg, still more preferably at least 5 kg of the fiber of the present invention. The 
tube bobbin used for the cheese-like package may be made of either a resin such as a phenol resin, a metal, or paper. 
When the tube bobbin is made of paper, the tube preferably has a thickness of at least 5 mm. The tube bobbin prefer- 
ably has an outside diameter of 1 00 to 300 mm and a winding width of 1 00 to 400 mm in view of its handling. 

45 [0029] In order to obtain the polyester fiber of the present invention, it is important that the yarn be drawn (orienta- 
tion of the molecules), heat treated (crystallization), and subjected to relaxation treatment (orientation relaxation in the 
amorphous region). Since the molecules of PTT are soft compared with those of PET, the amorphous region are forcibly 
elongated to become stretched when the yarn is drawn. When the yarn is crystallized after drawing to fix the structure, 
the amorphous region of the PTT cannot be sufficiently fixed. As a result, the forcibly elongated amorphous region 

so shrink greatly when the yarn is heated, and the thermal stress and boil-off shrinkage become high. When the draw ratio 
is lowered to make the amorphous region become unelongated much for the purpose of lowering the thermal stress and 
boil-off shrinkage to moderate values, the orientation degree of the yarn is lowered, and the strength and elastic recov- 
ery are also lowered, whereby the fiber shows a high elongation. Therefore, in order to lower the stretch of the amor- 
phous region of the yarn, conducting relaxing treatment (relaxation treatment) after drawing and crystallization of the 

55 yarn becomes important. 

[0030] Examples of the process for obtaining the polyester f toer of the present invention include a process compris- 
ing drawing an undrawn wound yarn, and the SDTU process wherein spinning and drawing are consecutively con- 
ducted. However, use of th SDTU process is preferred for the reasons explained below. Structure changes such as 
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formation of microcrystals take place in the undrawn yarn of a PTT even at temperatures close to room temperature, 
and formation of fluffs and yam breakage occur during drawing. On the other hand, microcrystals are seldom formed 
prior to drawing in the SDTU process because the undrawn state continues for only an extremely short period of time. 
Moreover, when the yarn is drawn while the microcrystals are present, the degree of stretch in the amorphous region 
5 increases, and the thermal stress and thermal shrinkage of the yarn become high. Production of the fiber by the SDTU 
process with high relaxation comprising highly relaxing the yarn prior to winding is particularly preferred from the stand- 
point of making the physical properties of the fiber optimum and suppressing the tight winding. One example of the pro- 
duction process of the present invention in which the SDTU process with high relaxation is employed will be explained 
below in detail. 

io [0031 ] The fiber of the present invention is obtained by a process wherein molten murtrf ilaments extruded from the 
spinning nozzle of a spinning machine are passed through a retarded cooling zone 2 to 80 cm long provided directly 
below the spinning nozzle and held at atmospheric temperatures of 30 to 200°C, the molten filaments are rapidly cooled 
to be changed into solid filaments, the solid filaments are wound round a first roll heated at 30 to 80°C and having a 
peripheral speed of 300 to 3.500 m/min without winding thereon, the filaments are wound round a second roll heated 

15 at 100 to 160°C, whereby the filaments are drawn at a draw ratio 1.3 to 4 between the first and the second roll having 
a peripheral speed higher than that of the first one. and the filaments are wound on a winder having a speed lower than 
that of the second roll. 

[0032] A preferred production process of the PTT fiber of the present invention will be explained below in detail 
using Figs. 3 and 4. 

20 [0033] PTT pellets dried with a drier (1 ) to have a moisture content of 1 00 ppm or less are fed to an extruder (2) set 
at temperatures of 250 to 290°C, and melted. The molten PTT is sent to a spin head (4) set at a temperature from 250 
to 290°C through a bend (3). The molten PPT is then weighed with a gear pump, and extruded into a spinning chamber 
(not shown) as molten multifilaments through a spinneret (6) mounted on a pack (5) and having a plurality of orifices. 
The moisture content of the PTT pellets fed to the extruder is preferably 50 ppm or less, more preferably 30 ppm or less 

25 from the standpoint of preventing the degree of polymerization of polymer from lowering. The most suitable temperature 
of the extruder and that of the spin head must be selected from those which are in the range mentioned above by taking 
the intrinsic viscosity and shape of the PTT pellets into consideration; the temperatures are preferably from 255 to 
280°C. When the spinning temperature is less than 250°C, the tenacity thus manifested tends to lower. Moreover, when 
the spinning temperature exceeds 290°C, the thermal decomposition of the polyester becomes a problem. As a result. 

30 the yarn thus obtained is colored, and does not show a satisfactory tenacity. 

[0034] Molten multifilaments (8) extruded into the spinning chamber are cooled to room temperature by cooling air 
(9), and changed into solidified multifilaments. Before the change, the molten multifilaments are passed through a 
retarded cooling zone (7) 2 to 80 cm long held at atmospheric temperatures of 30 to 200°C and provided directly below 
the spinning nozzle, whereby drastic cooling of the molten multifilaments is suppressed. The molten multifilaments are 

35 then rapidly cooled to be changed into the solid ones, which are provided to the following drawing step. Nonuniform 
solidification of the multifilaments is suppressed by passing them through the retarded cooling zone; the molten multi- 
filaments can be changed into the solid ones without uneven solidification (uneven thickness and nonuniform orienta- 
tion) at a high winding speed or at a first roll speed. When the temperature of the retarded cooling zone is lower than 
30°C, the molten multifilaments are rapidly cooled, and uneven solidification of the solidified multifilament tends to 

40 become significant. Moreover, yarn breakage is likely to occur when the temperature is 200°C or more. The tempera- 
ture of the retarded cooling zone is preferably from 40 to 180°C, more preferably from 50 to 150 °C. and the length 
thereof is preferably from 5 to 30 cm. 

[0035] The solidified multifilaments are then wound round a first roll (11) heated at 30 to 80°C and rotated at a 
peripheral speed of 300 to 3,500 m/min. Prior to winding them round the first roll, a finishing agent is preferably imparted 

45 with a finishing agent-imparting apparatus (10). Imparting a finishing agent improves the cohesiveness, the antistatic 
property, the slippage property and the like, of the fiber. As a result, formation of yarn with fussiness and yarn breakage 
of the f b'er is suppressed during drawing and winding it. and the package thus wound can be maintained in a good form. 
The finishing agent herein designates an aqueous emulsion obtained by emulsifying a lubricant with an emulsifying 
agent, a solution obtained by dissolving a lubricant in a solvent, or a lubricant itself. The finishing agent improves the 

so cohesiveness, antistatic property, slipping property and the like, of the fiber. The finishing agent to be imparted is one 
of the agents mentioned above, or a mixture of at least two of them. The lubricant herein is a mixture containing from 
10 to 80% by weight of an aliphatic ester and/or mineral oil, or/and from 50 to 98% by weight of a polyether having a 
molecular weight of 1.000 to 20,000; the components are preferably optionally selected. When the lubricant is diluted 
with an aqueous emulsion and a solvent, the finishing agent contains preferably from 5 to 99% by weight, more prefer- 

55 ably from 1 0 to 50% by weight of the lubricant based on the finishing agent. The finishing agent is imparted to the fiber 
so that the lubricant adheres to the fiber in an amount of preferably 0.2 to 3% by weight, more preferably 0.4 to 2% by 
weight based on the fiber. When the proportion of the lubricant is less than 5% by weight, the amount of water or solvent 
that volatilizes on the heated first roll (11 ) or second roll (12) becomes excessive. Consequently, uniform holding of the 
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fiber at a given temperature becomes difficult because the fiber is deprived of heat due to the heat of vaporization. As 
a result, nonuniform drawing or heat treatment takes place, and uneven dyeing etc.. occurs. The proportion of the lubri- 
cant may be 1 00% by weight. However, in order to lower the viscosity of the finishing agent and allow the finishing agent 
to uniformly adhere to the yarn, the proportion is preferably 50% by weight or less. When the amount of the lubricant 

5 adhering to the fiber is less than 0.2%. the cohesiveness. antistatic property, slippage property and the like, of the fiber 
are deteriorated, although an improvement of these properties is the object of imparting the finishing agent. As a result, 
formation of fluffs and yarn breakage often take place during drawing, winding and post-treatment, and the package 
thus wound takes an unsuitable form. When the amount of adhesion of the lubricant exceeds 3% by weight, the follow- 
ing disadvantages results. The fiber becomes sticky, and handling the fiber becomes difficult; the lubricant adheres to 

T0 guides and rolls used for spinning or winding to pollute them and cause formation of fluffs and yarn breakage. The 
known method of using an oiling roll and that of using a guide nozzle disclosed in, for example, Japanese Unexamined 
Patent Publication (Kokai) No. 59-1 16404 can be employed as methods of imparting the finishing agent. Of these meth- 
ods, the method of using a guide nozzle is preferred. 

[0036] The multifilaments wound round the first roll (1 1 ) are then wound round the second roll (1 2) heated at tem- 

15 peratures of 100 to 160°C without winding them, and drawn at a draw ratio of 1 .3 to 1 .4 between the first roll (1 1) and 
the second roll (12) having a peripheral speed higher than that of the first one. followed by winding them on a winder 
(13) rotating at a speed lower than that of the second roll (1 2). In the course of spinning, interlace treatment may option- 
ally be applied. The undrawn yarn once wound at a spinning speed of 300 to 3,500 m/min can also be wound through 
the first roll (1 1) and the second roll (12). 

20 [0037] It is important that the peripheral speed of the first roll (1 1) be from 300 to 3,500 m/min. Although the spin- 
ning stability is excellent when the peripheral speed of the first roll (1 1) is less than 300 m/min, the productivity is greatly 
reduced. When the peripheral speed exceeds 3,500 m/min, orientation in the amorphous region and partial crystalliza- 
tion proceed before winding, and the draw ratio cannot be increased in the drawing step. As a result, the molecules can- 
not be oriented, and a sufficient yarn tenacity can hardly be obtained. The peripheral speed is preferably from 800 to 

25 3,000 m/min, more preferably from 1 ,200 to 2.500 m/min. 

[0038] Although the peripheral speed of the second roll (12) is determined by the draw ratio, it is usually from 600 
to 6,000 m/min. The draw ratio between the first roll (1 1) and the second roll (12) is from 1 .3 to 4. preferably from 1.5 to 
3. When the draw ratio is less than 1 .3, the polymer cannot be oriented sufficiently, and the tenacity and elastic recovery 
of the yarn thus obtained become low. Moreover, when the draw ratio exceeds 4, formation of fluffs and yarn breakage 

30 become a problem, and drawing cannot be conducted stably. The temperature of the first roll (1 1) is from 30 to 80°C. 
where easy drawing of the yarn can be attained. The temperature range is preferably from 40 to 70°C. more preferably 
from 45 to 65°C. The temperature of the second roll (12) should be from 100 to 160°C. When the roll temperature is 
less than 100°C. the yarn is not crystallized sufficiently; accordingly a fiber having the thermal stress, boil-off shrinkage 
and tenacity the present invention is intended to attain cannot be obtained. Moreover, when the roll temperature 

35 exceeds 160°C, formation of fluffs and yarn breakage take place, and stabilized spinning becomes difficult. The roll 
temperature is preferably from 120 to 150°C. 

[0039] It is particularly important in the SDTU process with high relaxation to make the speed of the winder (13) 
lower than the peripheral speed of the second roll (12). When the PTT fiber is produced by a process wherein spinning 
and drawing are consecutively conducted at a winding speed equal to or higher than the second roll speed, the fiber 

40 cannot be relaxed sufficiently. Therefore, not only a fiber having the thermal stress, boil-off shrinkage and tenacity the 
present invention is intended to attain cannot be obtained, but also the wound ftoer shrinks. As a result tight winding 
takes place even when the fiber is wound in an amount as small 1 kg or less because the shrinking force tightens the 
tube bobbin Furthermore, when the winding amount is increased under such a situation, a cheese-like package having 
a bulging rate of larger than 10% is formed even when the tube bobbin can be detached from the spindle of the winder 

45 by the use of a tube bobbin having a high strength. 

[0040] In contrast, a fiber having the thermal stress, boil-off shrinkage and tenacity the present invention intends to 
attain can be obtained only when the speed of the winder (13) is made lower than the peripheral speed of the second 
roll (12)- moreover, the tight winding and formation of the bulging of the package thus obtained can be suppressed. Fur- 
thermore orientation relaxation in the amorphous region of the fiber makes the amorphous region loose, and the fiber 

so comes to have a structure where a dye can easily enter so as to improve the dyeing property. The relaxation ratio (wind- 
ing speed/peripheral speed of the second roll) is preferably from 0.8 to 0.999, more preferably from 0.83 to 0.99. still 
more preferably from 0.85 to 0.95. Such a large relaxation ratio is a significant feature of the production of a PTT fiber 
by the SDTU process. The relaxation ratio becomes large because the PTT yarn is markedly drawn by a small tension 
such as a winding tension due to a low elastic modulus of the PTT fiber. When such a high relaxation ratio is applied to 

55 a fiber having a high elastic modulus such as a PET fiber, either the yarn cannot be wound because th yarn is loos- 
ened between the second roll and the winder, or collapsed winding takes place even if the yarn can be wound to form 
a cheese-like package. . , *u 

[0041] However, application of such a large relaxation ratio sometimes results in tight winding of the yarn when the 
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amount of the yarn wound exceeds 2 kg. When deformation of the tube bobbin caused by tight winding is prevented in 
this case by th use of a high str ngth tubular bobbin made of resin, metal or thick paper, the tubular bobbin can be 
easily detached from the spindle of the winder. Winding the yarn in an amount as small as, for example, 2 kg or I ss is 
also an effective method of suppressing the tight winding. In order to suppress more surely the tight winding, it is par- 

5 ticularly preferred to cool the multifilaments prior to winding to a temperature of (glass transition temperature of the pol- 
ymer + 20)°C or less. Since the molecules of a PTT have a flexible structure, the PTT can easily move at relatively low 
temperature compared with, for example, a PET. The PTT therefore tends to be shrunk by heat during winding, and 
show extremely easily tight winding. Cooling the multifilaments as explained above makes it possible to suppress the 
molecular movement, and as a result the tight winding can be suppressed. When the fiber temperature subsequent to 

w cooling is lower, better results can be obtained. The fiber temperature is usually from 1 0 to 70°C, preferably from 0 to 
50°C. Methods including the following ones can be used for cooling the yarn: a method comprising blowing a cold wind; 
a method comprising immersing the yarn in a cooling liquid such as water or an organic solvent; and a method com- 
prising sliding the yarn on a plate or a roll at low temperature. A method which will be explained later by making refer- 
ence to Fig. 4, and in which a third roll (1 4) is used is most preferred. In the method, the winding amount of the fiber can 

75 be made 2 kg or more, preferably at least 5 kg. 

[0042] The tension of the fiber between the second roll (1 2) and the winder (1 3) is preferably from 0.05 to 0.4 g/d, 
more preferably from 0.07 to 0.25 g/d. When the tension is less than 0.05 g/d, the tension is too small. As a result, the 
yarn cannot be traversed well in the traverse guide of the winder, and the wound form becomes improper. When the 
tension exceeds 0.4 g/d, tight winding often takes place even if the yarn is cooled and wound. 

20 [0043] In order to efficiently suppress the tight winding, the following spinning method is preferred. As shown in Fig. 
4, the multifilaments are wound round the third roll (1 4) subsequently to the second roll (12), and wound using a winder. 
In this case, the yarn is cooled on the third roll (14), and it can be relaxed between the second roll (12) and the third roll 
(14) and/or between the third roll (14) and the winder (13). The relaxation ratio (ratio of a peripheral speed of the third 
roll to a peripheral speed of the second roll, or ratio of a winding speed to a peripheral speed of the third roll) is prefer- 

25 ably from 0.8 to 0.999, more preferably from 0.82 to 0.99, still more preferably from 0.85 to 0.95. In order to suppress 
the tight winding, the yarn is preferably relaxed between the third roll and the second roll (12). It is particularly preferred 
to cool the third roll (14) to (glass transition temperature of the polymer + 20)°C or lower. The temperature is usually 
from 10 to 70°C, preferably from 0 to 50°C. The tension of the yarn between the third roll (13) and the winder (13) is 
preferably from 0.05 to 0.4 g/d, more preferably from 0.07 to 0.25 g/d. It is preferred to adjust the winding speed in such 

30 a manner that the tension of the yarn falls into a preferred range. 

[0044] When a fabric thus obtained is partly or entirely formed with the polyester f foer of the present invention, the 
fabric becomes excellent in softness, stretchabiiity properties and color developing properties and it can be used for 
innerwear, outerwear, sportswear, lining cloths, legwear and the like. 

[0045] The fabric partly or entirely formed with the polyester fiber of the present invention includes a woven fabric 
35 such as taffeta, twill, satin, crepe de Chine, palace crepe and georgette crepe, a knitted fabric such as a plain knitted 
fabric, a rib-stitched fabric, an interlock knitted fabric, a single tricot knitted fabric and a half tricot fabric, nonwoven fab- 
ric, and the like. There is no specific limitation on the form of the ftoer; the fiber may be as-drawn flat yarn, a twisted 
yarn, a textured yarn, or the like. The fabric may of course be subjected to conventional processing such as scouring, 
dyeing and heat setting, and it may also be sewn as a clothings. A fabric partly formed with the polyester fiber of the 
40 present invention includes a fiber composite fabric in which at least one ftoer selected from synthetic fibers, chemical 
fibers and natural fibers such as cellulose fibers, wool, silk, stretched fibers and acetate fibers is used in combination. 
There is no specific limitation on the form and mixing method of the polyester fiber of the present invention, and known 
methods can be employed. Using the polyester fiber as a warp or weft is one embodiment of the mixing method, and 
the resultant products include a woven fabric such as a mixed woven fabric and a reversible woven fabric, and a knitted 
45 fabric such as tricot and raschel fabric. The mixing methods may also include a composite twisting, doubling or plying 
and interlacing. 

[0046] There is no specific limitation on the cellulose fibers used for the fiber composite fabric. Examples of the cel- 
lulose fibers include natural fibers such as cotton and hemp, cuprammonium rayon, rayon and polynosic rayon. 
Although there is no specific limitation on the content of the polyester ftoer in the fiber composite fabric, the content is 
so preferably from 25 to 75% in order to make use of the feeling, moisture absorption, water absorption and antistatic prop- 
erty of the cellulose fibers. 

[0047] Commercially available wool and silk can be used for the fiber composite fabric without further processing. 
Although there is no specific limitation on the content of the polyester ftoer in the fiber composite fabric, the content is 
preferably from 25 to 75% in order to make use of the feeling, warmth and bulkiness of the wool, and the feeling and 
55 Kishimi (creak) of the silk. 

[0048] There is no specific limitation on the stretched fibers used for the fiber composite fabric. Examples of the 
stretched fibers include a dry or melt spun polyurethane fiber and a polyester-based elastic yarn represented by a poly- 
butylene terephthalate fiber and a fiber of polybutylene terephthalate copolymerized with polytetramethylene glycol. 
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The content of the polyester fiber in the fiber composite fabric in which a stretched fiber is used is preferably from about 
60 to 98%. Since the stretchability of the stretched fiber is suppressed when the content of the polyester fiber exceeds 
70%, the resultant fabric can be used for the applications of outerwear, casualwear and the like. When the content is 
less than 70%, the resultant fabric can be used for the applications of innerwear, foundation, swimwear and the like. 

s [0049] A diacetate fiber or a triacetate fiber may be used as the acetate fiber used for the fiber composite fabric. 
Acetate fibers are dyed with a disperse dye similarly to polyester fibers. As a result of mixing an acetate fiber with the 
polyester fiber of the present invention, the resultant fabric can be dyed at 1 10°C or lower. Therefore, the fabric has a 
good feeling, and can be processed at low dyeing cost. When a diacetate fiber which has poor thermal stability is mixed 
with the polyester fiber of the present invention, the effect of lowering the dyeing temperature of the present invention 

10 can be fully utilized. Although there is no specific limitation on the content of the polyester fiber in the fiber composite 
fabric, the content is preferably from 25 to 75% in order to make use of the feeling, brightness of color and luster of the 
acetate f foer. 

[0050] The fabrics of the present invention including a fiber composite fabric may be dyed. For example, the fabrics 
prepared by knitting or weaving are preferably dyed after conventional scouring, pre-setting, dyeing and final setting. 
15 Moreover, after scouring and prior to dyeing, the fabrics are preferably subjected to a caustic reduction treatment if nec- 
essary. 

[0051] The fabrics are preferably scoured at 40 to 98°C. In particular, when a stretch fiber is mixed, the fabric is 
preferably scoured while being relaxed because the elasticity of the fabric is improved. 

[0052] Although heat setting before and/or after dyeing can be omitted, heat setting before and after dyeing is pref- 
20 erably conducted in order to improve the shape stability and dying property of the fabric. The heat setting temperature 
is from 120 to 190°C, preferably from 140 to 180°C. The heat setting time is from 10 sec to 5 minutes, preferably from 
20 sec to 3 minutes. 

[0053] The fabric can be dyed without using a carrier at a temperatures of 70 to 1 50°C. preferably 90 to 1 30°C, par- 
ticularly preferably 90 to 1 10°C. The dyeing time should be from 20 to 300 minutes, preferably from 30 to 120 minutes. 
25 The pH of the dyeing bath is adjusted in accordance with the dye using acetic acid, sodium hydroxide or the like, and 
use of a dispersarrt containing a surfactant is particularly preferred. 

[0054] After dyeing, the fabric is preferably soaped or reduction-cleaned by known methods. The methods may be 
known ones; for example, the fabric can be treated in an aqueous solution of alkaline substance such as sodium car- 
bonate or sodium hydroxide using a reducing agent such as sodium hydrosuHite. 

30 

Best Mode for Carrying Out the Invention 

[0055] The present invention will be explained below in more detail by making reference to examples. However, the 
present invention is in no way restricted thereto. The production conditions of fibers in examples and comparative exam- 
35 pies and the physical properties of the fibers thus obtained are shown in Table 1 and Table 2, respectively. 
[0056] In addition, major measured values in examples are obtained by the methods explained below. 

(1) Intrinsic Viscosity 

40 [0057] An Ostwald viscometer and o-chlorophenol at 35°C are used. The ratio xi sp /C of a specific viscosity Ti sp to a 
concentration C (g/100 ml) is extrapolated to the concentration of zero, and the intrinsic viscosity [r\] is obtained by the 
following formula: 

[7)] = lim (TUp/C) 

45 

50 

(2) Loss Tangent 

[0058] Using a Leovibron manufactured by Orientech K.K., the loss tangent (tan 5 ) and the dynamic elastic mod- 
ulus of a sample is measured at a frequency of 1 10 Hz, at predetermined temperatures in dried air while the sample is 
55 being heated at a rate of 5°C/min,. A loss tangent-temperature curve is obtained from the results, and the peak temper- 
ature of the loss tangent T max (°C) is determined on the curve. 
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(3) Boil-Off Shrinkage 

[0059] The boil-off shrinkage is obtained as a hank shrinkage, on the basis of JIS L 1013. 

(4) Tenacity (tenacity at break), Elongation (elongation at rupture of fiber) and Elastic Modulus (initial resistance to ten- 
sile stretch) 

[0060] Measurements are made on a sample on the basis of JIS L 1 013 using a Tensilon (manufactured by Orien- 
tech K.K.) which is a tensile testing machine of the constant rate drawing type while the grip interval and tensile speed 
are set at 20 cm and 20 cm/min, respectively. 

(5) Elastic Recovery 

[0061] A yarn is attached to a tensile testing machine of constant rate stretching type with a chuck-to-chuck dis- 
tance set at 20 cm, stretched at a tensile rate of 20 cm/min until the elongation becomes 20%, and allowed to stand for 
1 minute. The yarn is subsequently shrunk at the same rate, thereby drawing a stress-strain curve. The elongation of 
the yarn at the time when the stress becomes zero during shrinking is termed a residual elongation (La). The elastic 
recovery is obtained from the following formula: 

Elastic recovery = (20 - La)/20 x 100(%) 

(6) Thermal Stress 

[0062] A KE-2 manufactured by Kanebo Engineering Ltd. is used. The thermal stress of a sample is measured at 
a heating rate of 100°C/min with the initial load set at 0.05 g/d. A thermal stress (axis of ordinates) is plotted against a 
temperature (axis of abscissas) from the data thus obtained to give a temperature-thermal stress curve. The maximum 
value of the thermal stress is defined as a peak value thereof, and the temperature at the peak value is defined as a 
peak temperature of thereof. Moreover, the thermal stress at 100°C is read. 

(7) Bulging Rate 

[0063] The winding width of the innermost layer of yarn layers (1 04) shown in Fig. 1 or 2 is represented by A, and 
the thickness of the wound yarn is represented by T The winding width B at a thickness of T/2 from the innermost layer 
is measured, and the bulging rate is calculated from the following formula: 

Bulging rate = {(B - A)/A} x 100% 

(8) Adhesion Amount of Lubricant 

[0064] A yarn is extracted with diethyl ether on the basis of JIS L 1013, and the diethyl ether-extracted fraction is 
defined as the adhesion amount. 

Example 1 

[0065] Dimethyl terephthalate and 1 ,3-propanediol were placed in a reaction vessel in a molar ratio of 1 :2, and tita- 
nium tetrabutoxide was added in an amount corresponding to 0.1% by weight of dimethyl terephthalate. The mixture 
was heated at a heater temperature of 240°C under normal pressure to complete an ester interchange reaction. Tita- 
nium tetrabutoxide was further added in an amount corresponding to 0.1% by weight of the theoretical polymer amount, 
and the reaction was effected at 270°C for 3 hours. The polymer thus obtained had an intrinsic viscosity of 1 .0. 
[0066] The polymer thus obtained was conventionally dried to have a moisture content of 50 ppm, was melted at 
285°C, and was extruded through a spinning nozzle having 36 orifices arrayed in a single row each having a diameter 
of 0.23 mm. The molten multifilaments thus extruded were passed through a retarded cooling zone 5 cm long at 100°C t 
and then rapidly cooled, by blowing air at a speed of 0.4 m/min, to be changed into solidified multifilaments. An aqueous 
emulsion finishing agent containing 10% by weight of a lubricant was prepared. The finishing agent contained 60% by 
weight of octyl stearate, 15% by weight of polyoxyethylene alkyl ether and 3% by weight of potassium phosphate. The 
yarn was treated with the finishing agent so that 1% by weight of the finish oil is imparted to the fiber. The solidified mul- 
tifilaments were then passed between a first roll (11) heated to 60°C and rotated at a peripheral speed of 2.100 m/min 
and a second roll (12) heated to 133°C and rotated at a peripheral speed of 4,300 m/min so that the filaments were heat 



EP 1 033 422 A1 

drawn and heat set. Thereafter, the multifilaments were wound on a tubular bobbin (13) made of a phenol resin, having 
an outside diameter of 1 1 0 mm and a length of 350 mm with the winding width set at 300 mm to give a ch ese-like pack- 
age in an amount of 1 kg. The size of the yarn thus obtained was set at 75 d/36 f. 

[0067] The physical properties of the fiber thus obtained are shown in Table 2. The fiber thus obtained was in the 
5 scope of the present invention. Neither yarn breakage nor formation of fluffs was observed. The bulging rate of the 
cheese-like package thus obtained was in the scope of the present invention. . 

Examples 2 to 4 

to [0068] Using the polymer in Example 1 , fibers having a size of 75 d/36 f were obtained under the conditions shown 
in Table 1 . The physical properties of the fibers thus obtained are shown in Table 2. Each of the fibers was in the scope 
of the present invention. Neither the yarn breakage nor the formation of fluffs was observed during spinning. The bulg- 
ing rates of the cheese-like packages thus obtained were in the scope of the present invention. 

15 Example 5 

[0069] Using the polymer in Example 1 , the yarn thus obtained was wound, in an amount of 1.5 kg, on a tubular 
bobbin (13) made of paper 7 mm thick and having an outside diameter of 1 1 0 mm and a length of 350 mm with the wind- 
ing width set at 300 mm to give a cheese-like package formed with a yarn having a size of 75 d/36 f. The physical prop- 
20 erties of the fiber thus obtained are shown in Table 2. The fiber falls within the scope of the present invention. Neither 
the yarn breakage nor the formation of fluffs was observed in the step of spinning. Moreover, the cheese-like package 
thus wound could be easily detached from the spindle of the winder, and the bulging rate was in a good range. 

Example 6 

25 

[0070] Dimethyl terephthalate and 1,3-propanediol were placed in a reaction vessel in a molar ratio of 1 :2, and a 
mixture of calcium acetate and cobalt acetate tetrahydrate in a ratio of 7:1 was added in an amount of 0.1% by weight 
based on dimethyl terephthalate. The mixture was heated at a heater temperature of 240°C under normal pressure to 
effect ester interchange. Next, titanium tetrabutoxide in an amount of 0.1% by weight and trimethyl phosphate in an 

30 amount of 0.05% by weight based on dimethyl terephthalate were added, and the mixture was reacted for 3 hours at 
270°C under pressure of 0.2 Torr. The polymer thus obtained had an intrinsic viscosity of 0.7. 
[0071 ] The polymer thus obtained was conventionally dried to have a moisture content of 40 ppm, melted at 285°C, 
and extruded through a spinning nozzle having singly arranged 36 orifices each having a diameter of 0.23 mm. The 
molten multifilaments thus extruded were passed through a retarded cooling zone 2 cm long at 60°C, and then rapidly 

35 cooled by blowing air at a speed of 0.35 m/min to be changed into solidified multifilaments. Next, an aqueous emulsion, 
finishing agent containing 10% by weight of the same finishing agent as in Example 1 was allowed to adhere to the yarn 
in an amount of 1% by weight as the finishing agent. The solidified multifilaments were then passed between a first roll 
heated to 50°C and rotated at a peripheral speed of 1,125 m/min and a second roll heated to 140°C and rotated at a 
peripheral speed of 3,600 m/min so that the filaments were heat drawn and heat set Thereafter, the multifilaments were 

40 wound on a tubular bobbin made of a phenol resin, and having an outside diameter of 1 1 0 mm and a length of 350 mm 
with the winding width set at 300 mm to give a cheese-like package in an amount of 1 kg. The size of the fiber thus 
obtained was set at 75 d/36 f. The physical properties of the fiber thus obtained are shown in Table 2. The fiber thus 
obtained was in the scope of the present invention. Neither the yarn breakage nor the formation of fluffs was observed 
in the step of spinning. The bulging rate of the cheese-like package thus obtained was in the scope of the present inven- 

45 tion. 

Examples 7 to 9 

[0072] Using the polymer in Example 6, fibers of 75 d/36 f were obtained under the conditions shown in Table 1 . 
so The physical properties of the fibers thus obtained are shown in Table 2. The fibers thus obtained were in the scope of 
the present invention. Neither the yarn breakage nor the formation of fluffs was observed in the step of spinning. The 
bulging rates of the cheese-like packages thus obtained were in the scope of the present invention. 

Example 10 

55 

[0073] Using the polymer in Example 6, a fiber of 75 d/36 f was obtained under the conditions in Table 2. The yarn 
was wound, in an amount of 1.5 kg, on a tubular bobbin made of paper 7 mm thick and having an outside diameter of 
1 10 mm and a length of 350 mm with the winding width set at 300 mm to give a ch ese-like package. The physical prop- 
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erties of the fiber thus obtained are shown in Table 2. The fiber corresponds to the scope of the present invention. Nei- 
ther the yarn breakage nor the formation of fluffs was observed in the step of spinning. The cheese-like package thus 
wound could be easily detached from the spindle of the winder, and showed a small bulging rate. 

5 Examples 11 to 12 

[0074] A polymer obtained in the same manner as in Example 6 and having an intrinsic viscosity of 0.93 and a glass 
transition temperature of 51 °C was used. A third roll arranged between the second roll and the winder was used. Yarns 
of 75 d/36 f obtained under the conditions shown in Table 1 were each wound, in an amount of 5 kg, on a tubular bobbin 
to made of paper 7 mm thick and having an outside diameter of 1 1 0 mm and a length of 350 mm with the winding width 
set at 300 mm to give a cheese-like package. The physical properties of the fibers thus obtained are shown in Table 2. 
The fibers correspond to the scope of the present invention. Neither the yarn breakage nor the formation of fluffs was 
observed in the step of spinning. The cheese-like packages thus wound each could be easily detached from the spindle 
of the winder, and each showed a very small bulging rate and no tight winding. 

15 

Example 13 

[0075] Using a polymer with an intrisic viscosity of 1 .0 obtained in the same manner as in Example 6 except that a 
PTT (intrinsic viscosity of 0.7) containing 2% by mole of copolymerized 5-sodium sulfoisophthalic acid was used, a fiber 
20 of 75 d/36 f was obtained under the conditions shown in Table 1 . The physical properties of the fiber thus obtained are 
shown in Table 2. The fiber corresponds to the scope of the present invention. Neither the yarn breakage nor the for- 
mation of fluffs was observed in the step of spinning. The bulging rate of the cheese-like package thus obtained was in 
the scope of the present invention. 

25 Comparative Examples 1 to 6 

[0076] The polymer in Example 1 was used, and yarns having a size of 75 d/36 f were prepared under conditions 
shown in Table 1 . A cheese-like package was wound using each of the yarns thus obtained on a tubular bobbin made 
of paper 7 mm thick and having an outside diameter of 1 10 mm and a length of 350 mm with a winding width set at 300 

30 mm. The physical properties of the yarns thus obtained are shown in Table 2. Each of the yarns obtained in Compara- 
tive Examples 2, 3 and 5 showed drastic yarn breakage, and could not be wound. The tube bobbin on which any of the 
yarns in Comparative Examples 1 , 4 and 6 was wound could not be detached from the spindle of the winder when the 
wound amount was 0.5 kg. Moreover, the fibers thus obtained were outside the scope of the present invention. The 
bulging rate of the cheese-like package formed by winding 5 kg of the yarn under conditions in Comparative Example 

35 1 was 15%. 

Comparative Example 7 

[0077] The polymer in Example 1 1 was used, and a fiber of 75 d/36 f was prepared under conditions shown in Table 
40 1 . A cheese-like package was wound by using the yarn thus obtained on a tubular bobbin made of paper 7 mm thick 
and having an outside diameter of 1 10 mm and a length of 350 mm with a winding width set at 300 mm. The tubular 
bobbin on which the yarn was wound could not be detached from the spindle of the winder when the wound amount 
was 0.5 kg. The fiber thus obtained was outside the scope of the present invention. 
[0078] The bulging rate of the cheese-like package formed by winding 5 kg of the yarn was 1 6%. 

45 

Comparative Example 8 

[0079] The polymer obtained in Comparative Example 1 was dried according to a conventional manner to have a 
moisture content of 40 ppm, melted at 285°C, and extruded through a spinning nozzle having 36 orifices in a single 

so array each having a diameter of 0.23 mm. The molten multifilaments thus extruded were passed through a retarded 
cooling zone 8 cm long at 60°C, and then rapidly cooled by blowing air at a speed of 0.35 m/min. Next, an aqueous 
emulsion finishing agent containing 10% by weight of the same lubricant as in Example 1 was allowed to adhere to the 
yarn in an amount of 1% by weight as the lubricant. The undrawn yarn was then wound at a speed of 1 ,600 m/min. The 
undrawn yarn was readily passed through a preheating roll at 55°C, and then a hot plate at 140°C to effect drawing at 

55 a draw ratio of 3.2 and giv a fiber of 75 d/36 f. The physical properties of th yarn thus obtained are shown in Table 2. 
[0080] The peak value of the thermal stress of a spun yarn obtained by such a process in which spinning and draw- 
ing are not consecutively conducted becomes high. 
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Comparative Example 9 

[0081 ] The polymer obtained in Example 1 1 was dried according to a conventional manner to have a moisture con- 
tent of 40 ppm, melted at 265°C, and extruded through a spinning nozzle having 36 orifices in a single array each hav- 

s ing a diameter of 0.23 mm. The molten multifilaments thus extruded were passed through a retarded cooling zone 2 cm 
long at 60°C, and then rapidly cooled by blowing air at a speed of 0.35 m/min. An aqueous emulsion finishing agent 
containing 10% by weight of the same lubricant as in Example 1 was allowed to adhere to the yarn in an amount of 1% 
by weight as the lubricant. The undrawn yarn was then wound at a speed of 1 ,600 m/min. The undrawn yarn was readily 
passed through a preheating roll at 55°C, and then a hot plate at 190°C to effect drawing at a draw ratio of 2.3 and give 

w a fiber of 75 d/36 f. The physical properties of the yarn thus obtained are shown in Table 2. The peak value of the ther- 
mal stress of such a yarn tends to become high even when heat treated at high temperature. 

Comparative Example 10 

is [0082] A fiber was obtained in the same manner as in Comparative Example 9 except that the hot plate temperature 
and the draw ratio were set at 140°C and 1 .6, respectively. The physical properties of the yarn thus obtained are shown 
in Table 2. When the peak value of the thermal stress was allowed to fall within the scope of the present invention by 
lowering the draw ratio, the elongation fell outside the scope of the present invention. The unevenness in the thickness 
of the yarn thus obtained in the longitudinal direction became high. 

20 

Comparative Example 1 1 

[0083] The polymer in Example 1 1 was dried according to a conventional manner to have a moisture content of 40 
ppm, melted at 265°C. and extruded through a spinning nozzle having 36 orifices arranged in a single row each having 

25 a diameter of 0.23 mm. The moften multifilaments thus extruded were passed through a retarded cooling zone 2 cm 
long at 60°C. and then rapidly cooled by blowing air at a speed of 0.35 m/min. An aqueous emulsion lubircant containing 
10% by weight of the same finishing agent as in Example 1 was allowed to adhere to the yarn in an amount of 1% by 
weight as the lubricant. The yarn was then wound at a speed of 4,000 m/min on a tubular bobbin made of paper 7 mm 
thick having an outside diameter of 1 10 mm and a length of 350 mm with the winding width set at 300 mm. The physical 

30 properties of the fiber thus obtained are shown in Table 2. No tight winding was observed. Although the peak tempera- 
ture of the thermal stress of the fiber thus obtained was in the scope of the present invention, the boil-off shrinkage 
exceeded the scope of the present invention. 

Example 14 

35 

[0084] The yarn in any of Examples 1 , 3, 4, 6 and 1 2 was used as a warp and a weft, and a plain weave fabric was 
prepared. The fabric was conventionally scoured, and preset at 180°C for 30 sec using a pin tenter. The fabric was then 
dyed at 980°C for 60 minutes with a disperse dye in a bath containing 2% owf Kayalon Polyester Blue 3RSF (manufac- 
tured by Nippon Kayaku Co., Ltd.) and 0.5 g/l of a dispersant (trade name of Niccasan Salt 1200. manufactured by 
40 Nicca Chemical Co.. Ltd.) with the pH adjusted to 6 with acetic acid. After dyeing, the fabric was washed with water, and 
finally set at 180°C for 30 sec. All of the fabrics thus obtained had a soft feeling. 

[0085] On the other hand, fabrics were similarly prepared using the fibers in Comparative Examples 7 to 9. The fab- 
rics each showed a large shrinking width in the processing steps and a hard feeling due to shrinkage because the suit- 
able setting and tentering conditions could not be determined. Furthermore, it can be concluded from the comparison 
45 of the color developing properties that those fabrics in which the fibers in Comparative Examples 7 to 9 had been used 
were only slightly dyed, and had a cheap look. 

Comparative Example 12 

so [0086] The fibers in Comparative Examples 10 and 1 1 were used, and fabrics were obtained in the same manner 
as in Example 14. The fabric obtained from the fiber in Comparative Example 10 showed significantly uneven dyeing. 
The fabric obtained from the fiber in Comparative Example 11 had a stiff feeling because it markedly shrank during 
scouring. 

55 Example 15 

[0087] A warp-knitted fabric was prepared from the polyester fiber in Example 6 and a polyurethane-based stretch 
yarn (trade name of Roica. manufactured by Asahi Chemical Industry Co.. Ltd.) having a size of 210 denier. In this case, 
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the gauge was 28 G, and the loop length was 1 ,080 mm/ 480 courses for the polyester fiber and 1 12 mm/480 courses 
for the stretch yarn. The thread count was decided to be 90 courses/inch. Moreover, the blending ratio of the polyester 
fiber was set at 75.5%. 

[0088] The non-treated fabric thus obtained was relaxation-scoured at 90°C for 2 minutes and dry heat set at 1 60°C 
5 for 1 minute. The fabric was then dyed at 95°C for 60 minutes in a bath (bath ratio of 1 :30) containing 8% owf of Dianix 
Black BG-FS (manufactured by Dye Star Japan K.K.) and 0.5 g/l of a dispersant (trade name of Niccasan salt 1200. 
manufactured by Nicca Chemical Co., Ltd.) with the pH adjusted to 6 with acetic acid. 

[0089] The fabric thus obtained showed a deep black color, and exhibited softness high stretchability, excellent 
touch touch with tenseness and resiliency. 

10 

Example 16 

[0090] A plain weave fabric was prepared by using as a warp a polyester fiber of 75 d/36 f which was obtained in 
the same manner as in Example 6, and a cuprammonium rayon as a weft having a size of 75 d/44 f. The plain weave 

is fabric was conventionally scoured, and mercerized. The mercerization was conducted at room temperature by immers- 
ing the fabric in an aqueous solution containing 75% of sodium hydroxide. The fabric was then neutralized, washed with 
water preset at 180°C for 30 sec, and dyed by one step and one bath with a disperse dye and a reactive dye without 
using a carrier. Kayalon Polyester Blue BRSF (manufactured by Nippon Kayaku Co.. Ltd.) was used as the disperse 
dye and Drimarene Blue X-SGN (manufactured by Sandoz) was used as the reactive dye. An aqueous solution was 

20 prepared by using Disper TL (manufactured by Meisei Kagaku K.K.) in an amount of 1 g/1 as a dispersant, adding 50 g/I 
of sodium sulfate and 1 5 g/l of sodium carbonate, and adjusting the pH to 1 1 . A dyeing solution was prepared by adding 
the dyes to the aqueous solution. The fabric was dyed at 95°C for 1 hour in a bath (bath ratio of 1 :50) having a concen- 
tration of 2% owf. After dyeing, the fabric was soaped at 80°C for 10 minutes in a bath (bath ratio of 1 :50) containing 1 
g/l of Granup P (manufactured by Sanyo Chemical Industries). After dyeing, the fabric was conventionally finished. 

25 [0091 ] The fabric thus treated was uniformly dyed, and the hand touchness of the fabric had softness and dryness 
the qualities of which cannot be attained by a conventional fabric. 
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Table 1 Principal Conditions for Producing Fibers in 
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Table 1 (Continued) 
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Table 2 Physical Properties and Bulging rate of Fibers 
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Table 2 (Continued) 
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35 Industrial Applicability 

[0092] The polyester fiber of the present invention is one which does not excessively shrink with heat in converting 
processings such as scouring, dyeing and heat setting of a woven or knitted fabric prepared therefrom and which, as a 
result, does not give a hard woven or knitted fabric, and which manifests the soft feeling expected from the low elastic 

40 modulus characteristic of the poly(trimethylene terephthalate) ftoer. and excellent color developing properties. Accord- 
ingly, the polyester fiber of the present invention is a fiber material appropriate to textile products for articles of clothing 
such as innerwear, outerwear, sportswear, lining cloths, legwear, swimwear and the like. Moreover, the polyester of the 
invention is also suited to a fiber material for industrial or soft furnishing such as carpets, interling cloths, piles, flocked 
fabric, strings for racket and nonwoven fabrics. 

45 [0093] Furthermore, when the PTT-based polyester fiber of the present invention is produced by a process in which 
spinning and drawing are done consecutively, a good shaped package of high quality in the form of cheese in which a 
large amount of yarn is less-tightfy wound can be manufactured. 

Claims 

50 

1. A polyester fiber comprising 90% or more by weight of a poly(trimethylene terephthalate), and showing a peak 
value of a thermal stress of 0.1 to 0.35 g/d. a boil-off shrinkage of 5 to 16%, a tenacity of 3 g/d or more, an elonga- 
tion of 20 to 60%. a relationship between an elastic modulus Q (g/d) and an elastic recovery R (%) satisfying the 
formula (1), and a peak temperature of a loss tangent of 90 to 120°C: 

0.18 <;Q/R£ 0.45 0) 

2. The polyester fiber according to claim 1 . wherein the peak value of a thermal stress is from 0.1 to 0.25 g/d, and the 
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elongation is from 35 to 50%. 

3. A polyester fiber comprising 90% or more by weight of a poly(trimethylene terephthalate), showing a peak value of 
a thermal stress of 0. 1 to 0.35 g/d, a boil-off shrinkage of 5 to 1 6%, a tenacity of 3 g/d or more, an elongation of 20 
5 to 60%, a relationship between an elastic modulus Q (g/d) and an elastic recovery R (%) satisfying the formula (1 ), 
and a peak temperature of a loss tangent of 90 to 120°C, and being wound into a cheese-like package: 

0.18 <,Qmz 0.45 (1) 

io 4. The polyester fiber according to claim 3, wherein the peak value of the thermal stress is from 0.1 to 0.25 g/d, and 
the elongation is from 35 to 50%. 

5. A cheese-like package which is formed by winding a fiber comprising 90% or more by weight of a poly(trimethylene 
terephthalate). and showing a peak value of a thermal stress of 0.1 to 0.35 g/d, a boil-off shrinkage of 5 to 16%, a 

is tenacity of 3 g/d or more, an elongation of 20 to 60%, a relationship between an elastic modulus Q (g/d) and an 
elastic recovery R (%) satisfying the formula (1), and a peak temperature of a loss tangent of 90 to 120°C: 

0.18 SQ/R* 0.45 (1) 

20 and which shows a bulging rate of 1 0% or less. 

6. The cheese-like package according to claim 5, wherein the peak value of the thermal stress is from 0.1 to 0.25 g/d. 
and the elongation is from 35 to 50%. 

25 7. A polyester fiber comprising 90% or more by weight of a poly(trimethylene terephthalate), showing a boil-off shrink- 
age of 5 to 16%, a tenacity of 3 g/d or more, an elongation of 20 to 60%, a relationship between an elastic modulus 
Q (g/d) and an elastic recovery R (%) satisfying the formula (1), a peak temperature of a loss tangent of 90 to 
120°C, a peak temperature of a thermal stress of 1 00 to 200°C, a peak value of a thermal stress of 0.1 to 0.35 g/d, 
and a relationship between the peak value of a thermal stress and a thermal stress at 100°C satisfying the formula 

30 (2): 

0.18 ^Q/R^ 0.45 (1) 
0.2 <, S/T <> 0.85 (2) 

35 

wherein T is the peak value (g/d) of a thermal stress, and S is a thermal stress (g/d) at 100°C. 

8. The polyester fiber according to claim 7, wherein the peak value of the thermal stress is from 0.1 to 0.25 g/d, and 
the elongation is from 35 to 50%. 

40 

9. A polyester fiber comprising 90% or more by weight of a poly(trimethylene terephthalate), showing a boil-off shrink- 
age of 5 to 16%, a tenacity of 3 g/d or more, an elongation of 20 to 60%, a relationship between an elastic modulus 
Q (g/d) and an elastic recovery R (%) satisfying the formula (1), a peak temperature of a loss tangent of 90 to 
120°C, a peak temperature of a thermal stress of 100 to 200°C, a peak value of the thermal stress of 0.1 to 0.35 

45 g/d, and a relationship between the peak value of a thermal stress and a thermal stress at 1 00°C satisfying the for- 
mula (2): 

0.18 ^Q/R^ 0.45 (1) 

so 0.2 £ S/T <S0.85 (2) 

wherein T is a peak value (g/d) of a thermal stress, and S is a thermal stress (g/d) at 1 00°C, and being wound into 
a cheese-like package. 

55 10. The polyester fiber according to claim 9, wherein the peak value of the thermal stress is from 0.1 to 0.25 g/d, and 
the elongation is from 35 to 50%. 

1 1 . A cheese-like package which is formed by winding a fiber comprising 90% or more by weight of a poly(trimethylene 
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terephthalate), showing a boil-off shrinkage of 5 to 16%, a tenacity of 3 g/d or more, an elongation of 20 to 60%, a 
relationship between an elastic modulus Q (g/d) and an elastic recovery R (%) satisfying the formula (1), a peak 
temperature of a loss tangent of 90 to 120°C, a peak temperature of a thermal stress of 100 to 200°C. a peak value 
of the thermal stress of 0.1 to 0.35 g/d, and a relationship between the peak value of a thermal stress and a thermal 
5 stress at 100°C satisfying the formula (2). and which shows a bulging rate of 10% or less: 

0.18 ^Q/R^ 0.45 (1) 
0.2 Z$fT<, 0.85 (2) 

10 

wherein T is a peak value (g/d) of a thermal stress, and S is a thermal stress (g/d) at 100°C. 

12. The cheese-like package according to claim 11, wherein the peak value of the thermal stress is from 0.1 to 0.25 
g/d, and the elongation is from 35 to 50%. 

15 

1 3. A process for producing a polyester fiber, wherein a polyester comprising 90% or more by weight of a poly(trimeth- 
ylene terephthalate) is melt spun, the process comprising rapidly cooling molten filaments extruded from a spinning 
nozzle to be changed into solid filaments, winding the solidified filaments round a first roll heated at 30 to 80°C and 
having a peripheral speed of 300 to 3,500 m/min without winding thereon, winding the filaments round a second 

20 roll heated at 100 to 160°C, whereby the filaments are drawn at a draw ratio of 1 .3 to 4 between the first and the 
second roll having a peripheral speed higher than that of the first one, and winding the filaments on a winder having 
a peripheral speed lower than that of the second roll. 

14. A process for producing a polyester fiber, wherein a polyester comprising 90% or more by weight of a poly(trimeth- 
25 ylene terephthalate) is melt spun, the process comprising passing molten filaments extruded from a spinning noz- 
zle through a retarded cooling zone 2 to 80 cm long provided directly below the spinning nozzle and held at 
atmospheric temperatures of 30 to 200°C, whereby rapid cooling of the filaments is suppressed, rapidly cooling the 
molten filaments to be changed into solidified filaments, winding the solidified filaments round a first roll heated at 
30 to 80°C and having a peripheral speed of 300 to 3,500 m/min without winding thereon, winding the filaments 

30 round a second roll heated at 1 00 to 1 60°C, whereby the filaments are drawn at a draw ratio of 1 .3 to 4 between 
the first and the second roll having a peripheral speed higher than that of the first one, and winding the filaments 
on a winder having a peripheral speed lower than that of the second roll. 

15. A process for producing a polyester fiber, wherein a polyester comprising 90% or more by weight of a poly(trimeth- 
35 ylene terephthalate) is melt spun, the process comprising rapidly cooling molten filaments extruded from a spinning 

nozzle to be changed into solidified filaments, winding the solid filaments round a first roll heated at 30 to 80°C and 
having a peripheral speed of 300 to 3,500 m/min without winding thereon, winding the filaments round a second 
roll heated at 100 to 160°C, whereby the filaments are drawn at a draw ratio of 1 .3 to 4 between the first and the 
second roll having a peripheral speed higher than that of the first one, cooling the fiber with a third roll, and winding 
40 the ftoer on a winder having a peripheral speed lower than that of the second roll. 

1 6. A process for producing a polyester fiber, wherein a polyester comprising 90% or more by weight of a poly(trimeth- 
ylene terephthalate) is melt spun, the process comprising rapidly cooling molten filaments extruded from a spinning 
nozzle to be changed into solidified filaments, imparting a finishing agent to the fiber, whereby the lubricant amount 

45 becomes from 0.2 to 3% by weight, winding the solid filaments round a first roll heated at 30 to 80°C and having a 
peripheral speed of 300 to 3,500 m/min without winding thereon, winding the filaments round a second roll heated 
at 100 to 160°C. whereby the filaments are drawn at a draw ratio of 1.3 to 4 between the first and the second roll 
having a peripheral speed higher than that of the first one, and winding the filaments on a winder having a periph- 
eral speed lower than that of the second roll. 

so 

17. A fabric partly or entirely formed with a polyester fiber comprising 90% or more by weight of a poly(trimethylene 
terephthalate), and showing a peak value of a thermal stress of 0.1 to 0.35 g/d, a boil-off shrinkage of 5 to 16%, a 
tenacity of 3 g/d or more, an elongation of 20 to 60%, a relationship between an elastic modulus Q (g/d) and an 
elastic recovery R (%) satisfying the formula (1), and a peak temperature of a loss tangent of 90 to 120°C: 

55 

0.18 SQ/Rs 0.45 (1) 

18. The fabric according to claim 1 7, wherein the peak value of the thermal stress is from 0.1 to 0.25 g/d t and the elon- 
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gation is from 35 to 50%. 

19. A fabric partly or entirely formed with a ffoer comprising 90% or more by weight of a poly(trimethylene terephtha- 
late), showing a boil-off shrinkage of 5 to 1 6%. a tenacity of 3 g/d or more, an elongation of 20 to 60%, a relationship 
between an elastic modulus Q (g/d) and an elastic recovery R (%) satisfying the formula (1), a peak temperature 
of a loss tangent of 90 to 1 20°C, a peak temperature of a thermal stress of 1 00 to 200°C, a peak value of a thermal 
stress of 0.1 to 0.35 g/d, and a relationship between the peak value of a thermal stress and a thermal stress at 
100°C satisfying the formula (2): 

0.18 ^Q/R^ 0.45 (1) 
0.2 <, S/T <, 0.85 (2) 
wherein T is a peak value (g/d) of a thermal stress, and S is a thermal stress (g/d) at 100°C. 

20. The fabric according to claim 19, wherein the peak value of the thermal stress of the ffoer used is from 0.1 to 0.25 
g/d, and the elongation is from 35% to 50%. 
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